of the model, up to where it is intended to bring the plate, and trimmed down with an inward slope towards the model in the form of a flat shelf, so that when the zinc die and lead counter are cast, the counter will have a convex ridge, the zinc a corresponding concavity, and consequently the edge of the plate will be turned over or flanged during the process of swaging or striking-up. The same result can be obtained by soldering with fine gold a piece of thin platinum wire on the extreme edge of the plate, but it is very much more difficult to do this than to form the flanged edge in the way described.
After the plate has been swaged or struck-up, the teeth are backed with platinum and soldered to 
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The first layer of gum enamel is then thinly applied and fired sufficiently to slightly glaze it, after which any desired alteration in color is made by the addition of a little more enamel if the shade be too pale, or by grinding off a little if too dark; the case is again placed in the furnace and finally fired until it is thoroughly fused.
The first three firings need careful watching to avoid vitrifying the materials. In the final firing the heat should be raised until a test portion of the body fuses and balls up, which should be laid on a small nickel tray against the front of the case, and when the glaze is seen to appear on the surface of the case it is sufficiently fused.
The floor of the muffle should be covered with a thin lc-yer of investing material in the form of dry powder.
A few experiments will enable the worker to detect the appearance of the glaze and render it easy for him to determine when the firing is completed without the use of a test portion.
These remarks upon firing equally apply to the second and third methods of making full sets, which are given below. 
